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(57) ABSTRACT

A machining system includes a support configured to retain
an article, such as a rotor disk, having an area, such as a
surface of a slot in the disk. A cutting tool, for example, a
broach, is movable relative to the support to cut the area. A
heating member, such as a laser, is configured to locally heat
the area of the article. In one example, the cutting tool
includes a body having a cutting edge. The heating member is
supported by the body and is configured to provide heat
adjacent to the cutting edge. The cutting edge cuts the locally
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(22) Filed: May 13, 2010 heated area while the area is still heated.
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CONTROL OF WHITE-ETCHED LAYER
DURING MACHINING

[0001] This application is a divisional application of U.S.
patent application Ser. No. 12/186,615, filed on Aug. 6, 2008.

BACKGROUND
[0002] This disclosure relates to a cutting tool and a method
of machining.
[0003] A rotor of a typical gas turbine can have more than

one hundred blades that are secured to rotating disks. The
blade/disk attachment scheme includes providing a root on
each blade that is secured to the disk. One type of root used to
attach blades, commonly referred to as a “fir tree,” includes a
convoluted section that has a complementarily shaped slot in
the disk periphery.

[0004] Broaching is one common method used to manufac-
ture fir tree slots. Broaching nickel-based super-alloys may
induce undesired surface characteristics such as excessive
material strain hardening and surface microstructure alter-
ation, which typically results in an uneven surface due to
deflection during machining. A white-etched layer (WEL) on
the surface is one indication of undesired surface character-
istics. Aside from the high cost of the broach tools and limited
tool life, part scrap rate will increase due to the defected
surface integrity.

[0005] Several mechanical-based approaches are used to
remove some of these undesired surface characteristics that
remain after broaching. The efficiency of these approaches
depends on the thickness of the WEL and depth of surface
microstructure alteration. For example, the broached disk
typically is moved to a second machining setup to perform
post-processing operations to remove the undesired surface
characteristics.

Some known post-processing operations include performing
thermal treatment on the broached part by heating and rapid
cooling, induction heating, and more recently, laser heat-
treating. Such thermal treatment has typically been employed
to increase surface hardness subsequent to broaching.

[0006] Although heating and rapid cooling increases sur-
face hardness, this process also induces an internally stressed
microstructure that makes the surface brittle. To relieve these
internal stresses, a subsequent tempering process is required
that typically entails heating the part to a temperature below
the critical temperature for several hours. Although temper-
ing facilitates avoidance of a microstructure phase change,
the surface hardness is also undesirably reduced.

[0007] In induction heating, the part surface is placed
within an induction coil. As electrical current in the induction
coil is increased, the surface is heated above the critical tem-
perature, thus also causing a microstructure phase change.
When the surface is rapidly cooled, or quenched, a new
microstructure phase is formed. Only a shallow depth beneath
the surface is heated above the critical temperature and is
rapidly quenched, while the remainder of the part remains
unchanged. However, the rapid cooling also induces internal
stresses that cause the surface to become brittle. Although a
subsequent tempering process is required to relieve the inter-
nal stresses, tempering is time consuming. Additionally, the
heat treated depth is controlled during induction hardening by
producing a higher frequency current in the induction coil.
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However, common induction heating machines and surface
area present limitations based on the highest frequency avail-
able.

[0008] Hardened steel surfaces have been produced by
machining using laser processing. For example, a method of
laser heat-treating a flat part, such as aknife or blade, has been
employed by focusing a laser beam perpendicular to the
major flat surface of the part using a cylindrical lens. The
width of the beam is adjusted according to the desired width
of the part to be heated. The part is then moved through the
laser or the laser may be moved along the part to heat the
surface. There is no subsequent machining of the surface of
presence of a WEL.

[0009] It is desirable to provide a method of eliminating
undesired surface characteristics during broaching without
inducing further defects in the part.

SUMMARY

[0010] A machining system is disclosed that includes a
support configured to retain an article, such as a rotor disk,
having an area, such as a surface of a slot in the disk. A cutting
tool, for example, a broach, is movable relative to the support
to cut the area. A heating member, such as a laser, is config-
ured to locally heat the area of the article. In one example, the
cutting tool includes a body having a cutting edge. The heat-
ing member is supported by the body and is configured to
provide heat adjacent to the cutting edge. The cutting edge
cuts the locally heated area while the area is still heated.
[0011] These and other features of the disclosure can be
best understood from the following specification and draw-
ings, the following of which is a brief description.

BRIEF DESCRIPTION OF THE DRAWINGS

[0012] The disclosure can be further understood by refer-
ence to the following detailed description when considered in
connection with the accompanying drawings wherein:

[0013] FIG. 1 is a highly schematic view of a machining
system.

[0014] FIG. 2 is an end view of a rotor disk having a fir tree
slot.

[0015] FIG. 3 is a partial cross-sectional view of the rotor

disk shown in FIG. 2 with a tool cutting a locally heated area.

DETAILED DESCRIPTION

[0016] A machiningsystem 10 is generally depicted in FIG.
1. The system 10 includes a support 14 that retains an article
12, such as a rotor disk. An example rotor disk is shown in
more detail in FIG. 2. The rotor disk includes a slot 16 pro-
vided between lugs 18. The slot 16 is complementarily
shaped to receive a fir-tree root of a rotor blade. Other slot
shapes may be used to secure rotor blades to the rotor disk.

[0017] Returning to FIG. 1, a cutting tool 20 is movable
relative to the article 12 to cut an area 42 of the article 12, best
shown in FIG. 3. In one example, the cutting tool 20 is a
broach tool. For example, a broach tool includes a body 22
supporting multiple teeth 24 that are spaced from one another
from a forward end 23 to a rearward end 25 to provide gaps 30
between the teeth 24, as shown in FIGS. 1 and 3. The teeth 24
extend along a longitudinal axis LA of the body 22. The
forward end 23 typically includes teeth that more aggres-
sively cut the slot 16 than the teeth on the rearward end 25.
Typically, the teeth on the forward and rearward ends 23, 25
are separated by a portion 21, which may include a generally
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flat surface. Slots 16 are typically broached using multiple
broaching tools that include, for example, a rough broach, a
semi-finish broach and a finish broach. In the example shown
in FIG. 1, the cutting tool 20 is a finish broach tool.

[0018] The cutting tool 20 is moved relative to the article 12
by an actuator 26. In the example of a broach tool, the teeth 24
progressively remove material from a surface 40 of the area
42 to formthe slot 16, as shown in FIGS. 2 and 3. Immediately
preceding predetermined teeth 24 cutting the surface 40, the
system 10 heats the surface 40 of the area 42 using a heating
member 28 (FIG. 1) so that an in-process heating of the
surface 40 is provided during the broaching operation. In one
example, the heating member 28 is arranged at the rearward
end 25 adjacent to the cutting teeth 24 such that the surface 40
is heated prior to the last several teeth 24, thus facilitating
providing a machined area substantially free from undesired
surface characteristics. In one example, the surface 40 is
machined in an environment 50 (FIG. 1) having a gas, such as
helium or nitrogen, with a thermal conductivity greater than
air. The environment 50 facilitates more controlled, precise
heating of the surface 40.

[0019] The surface 40 is heated above the critical tempera-
ture, to facilitate enabling the surface 40 to be machined
without introducing surface stresses or altering the micro-
structure undesirably. While the surface 40 is still heated, the
teeth 24 in the rearward end 25 remove surface anomalies 41
as part of the final surface cuts.

[0020] Inthe example shown in FIG. 1, arrays 34 of lenses
32 are arranged in a gap 30 on the portion 21 between the teeth
on the forward and rearward ends 23, 25. Lasers 36 are
connected to the arrays 34 of lenses 32 by fibers 38. The finish
broach tool is designed to accommodate the laser fiber optic
beam delivery with the specified fiber core diameter. The
body 22 of the broach tool is designed to allow for modular
fiber replacement for easy maintenance. The desired number
offiber optic lenses depends upon, for example, the broaching
insert pitch. In addition, the size, number and density of optic
delivery fibers for the laser power is determined based upon
the particular application. Possible alternates to fiber optics
arrays include photonic crystals, Fresnel lenses, and diffrac-
tion gratings, for example. These lenses may utilize fewer
individual laser feeds than fiber optics and may be able to do
more thermal processing (for example, manifolding and
banking). Various types of lasers are available for heat treat-
ing articles, including continuous wave CO, lasers, excimer
lasers, diode-pumped solid state lasers, femtosecond lasers,
and continuous wave Nd: YAG.

[0021] The laser 36 produces a beam 44 that is focused, via
the lens 32 or the like, which generates an intense energy flux
that rapidly heats the surface 40. Laser heat treatment allows
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the laser beam to be controlled to heat the surface of the metal
article above the critical temperature to a depth of only a few
microns. The surface 40 is heated to a depth of less than 20
microns (0.00079 inch), for example, 1-2 microns (0.00004-
0.00008 inch). Controlling the depth of the heating to this
shallow level allows for self-quenching. That is, no liquid or
air quenching is required. Self-quenching is accomplished by
conduction due to the mass and temperature disparity
between the portion of the article not heated by the beam and
the small depth of the surface that is heated above the critical
temperature by the beam. The heat on the surface is quickly
transferred to the unheated portion thereby quenching the
heated surface. The laser power is adjusted to achieve the
required temperature for heating the surface.

[0022] Calculation of laser heating parameters (heated-
layer thickness and laser power requirements) and the flow
field developed at the gas-liquid boundary is accounted for
based upon known flow equations. A laminar model for the
flow conditions is taken into account. At any time the inter-
face between the liquid layer and solid material is a straight
line and is the melting isotherm. The heat transfer rate at the
interface is determined to calculate the temperature rise
across the liquid layer. The heat transfer to the solid material
is also calculated, which will be less than the heat transferred
from the hot gas boundary layer to the liquid metal by an
amount equal to that absorbed by the first layer.

[0023] Although example embodiments have been dis-
closed, a worker of ordinary skill in this art would recognize
that certain modifications would come within the scope of the
claims. For that reason, the following claims should be stud-
ied to determine their true scope and content.

What is claimed is:

1. A cutting tool comprising:

a body including a cutting edge; and

a heating member supported by the body that is configured

to provide heat adjacent to the cutting edge.

2. The cutting tool according to claim 1, wherein the body
extends longitudinally with multiple longitudinally spaced
teeth supported on the body, each of the teeth providing a
cutting edge.

3. The cutting tool according to claim 2, wherein the heat-
ing member is provided in a gap between at least two adjacent
teeth.

4. The cutting tool according to claim 1, wherein the heat-
ing member includes a lens adjacent to a cutting edge.

5. The cutting tool according to claim 4, wherein a fiber is
connected to the lens, the fiber configured to provide laser
light to the lens.



